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(57) ABSTRACT

Provided 1s a conveyor belt monitoring system that deter-
mines whether or not an abnormality has occurred in the
conveyor belt by successively detecting elongation of a
running conveyor belt using an elongation detection mecha-
nism, by successively detecting tension acting on a core
layer forming the conveyor belt using a tension detection
mechanism, and, on the basis of data obtained therefrom,
monitoring the presence/absence of the abnormality 1n the
conveyor belt using a control unat.
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1
CONVEYOR BELT MONITORING SYSTEM

TECHNICAL FIELD

The present technology relates to a conveyor belt moni-
toring system, and more particularly relates to a conveyor
belt monitoring system capable of accurately detecting signs
of the occurrence of failure, such as rupture, 1n a conveyor

belt.

BACKGROUND ART

Various objects, including mineral resources such as iron
ore and limestone, are conveyed by a conveyor belt. Those
objects to be conveyed are fed onto the surface of an upper
cover rubber of the conveyor belt from a hopper or from
another conveyor belt. Here, for example, 11 the upper cover
rubber 1s damaged by the object to be conveyed and a core
layer, which bears the tension of the conveyor belt, is
damaged as a result, the core layer becomes unable to
suiliciently bear the tension. If the core layer 1s ruptured, the
conveyor belt cannot be operated, and there 1s no choice but
to discontinue the conveying operation. A significant amount
of time and expense are required to repair or replace the
ruptured conveyor belt and restore the operation. Thus,
various technologies for detecting such failure of the con-
veyor belt at an early stage have been proposed (see Japa-
nese Unexamined Patent Application Publication No. 2010-
52927, for example).

However, the conventional methods proposed adopt a
system 1n which elongation of the conveyor belt 1s moni-
tored, and an abnormality 1s detected on the basis of the
acquired elongation data. However, even when the elonga-
tion 1s significantly large, some conveyor belts (core layers)
do not rupture easily. Further, the elongation of the conveyor
belt 1s obtained as a total of an elongation of the core layer
and a shiit amount of an endless part (a connecting part) of
the core layer. Thus, even when conveyor belts share 1den-
tical specifications, variations occur in the elongation of the
conveyor belt depending on a combination of the elongation
and the shift amount. Therefore, in some cases, whether or
not the conveyor belt 1s likely to rupture soon cannot be
determined simply on the basis of the elongation of the
conveyor belt. There has thus been room for improvement 1n
relation to accurately detecting the signs of rupture and the
like of the conveyor belt simply by monitoring the elonga-
tion of the conveyor belt.

SUMMARY

The present technology provides a conveyor belt moni-
toring system capable of accurately detecting signs of the
occurrence of failure, such as rupture, in a conveyor belt.

A conveyor belt monitoring system of the present tech-
nology includes: an elongation detection mechanism con-
figured to successively detect elongation of a conveyor belt
while the conveyor belt 1s running; a tension detection
mechanism configured to successively detect tension acting
on a core layer forming the conveyor belt; and a control unit
into which data obtained from the elongation detection
mechanism and the tension detection mechanism are input,
the control unit being further configured to monitor a
presence and absence of an abnormality of the conveyor belt
on the basis of the input data.

According to the present technology, since the tension
acting on the core layer 1s detected as well as the elongation
of the running conveyor belt, signs of an occurrence of
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tailure, such as rupture, in the conveyor belt can be accu-
rately detected compared with a case 1n which only the data
of the elongation of the conveyor belt are used.

Here, for example, the elongation detection mechanism
detects the elongation 1n a plurality of positions arranged at
predetermined intervals in a width direction of the conveyor
belt. As a result, an abnormal elongation that 1s unevenly
distributed 1n the width direction of the conveyor belt can be
detected. In this way, signs of the rupture or the like of the
conveyor belt can be even more accurately detected.

The elongation detection mechanism can also detect the
clongation 1n a plurality of positions arranged at predeter-
mined iterval in a longitudinal direction of the conveyor
belt. As a result, an abnormal elongation that 1s unevenly
distributed 1n the longitudinal direction of the conveyor belt
can be detected. In this way, signs of the rupture or the like
of the conveyor belt can be even more accurately detected.

Elongation of an endless part and of a non-endless part of
the core layer 1s detected as the elongation of the conveyor
belt, for example. As a result, a shift amount of the endless
part and the elongation of the non-endless part are more
casily distinguished and ascertained. This 1s advantageous 1n
terms ol accurately detecting signs of the rupture or the like
of the conveyor belt.

The tension detection mechanism can also successively
detect the tension acting on the core layer on the basis of
power consumption of the running conveyor belt. With this
configuration, the tension can be detected 1n a relatively
simple manner.

BRIEF DESCRIPTION OF DRAWINGS

FIG. 1 1s an explanatory diagram illustrating a conveyor
belt monitoring system of the present technology 1n a side
VIEW.

FIG. 2 1s a cross-sectional view taken along A-A in FIG.
1.

FIG. 3 1s an explanatory diagram illustrating an arrange-
ment of chips of an elongation detection mechanism 1n an
endless part, while 1llustrating the interior of a conveyor belt
in a plan view.

FIG. 4 1s an explanatory diagram illustrating an arrange-
ment of the chips of the elongation detection mechanism in
a non-endless part, while illustrating the interior of the
conveyor belt 1n a plan view.

FIG. 5 1s a graph showing time-dependent changes in
detected elongation of the conveyor belt and tension acting
on a core layer.

DETAILED DESCRIPTION

A conveyor belt monitoring system of the present tech-
nology will be described below on the basis of an embodi-
ment 1llustrated 1in the drawings.

A conveyor belt monitoring system 1 (heremafter referred
to as a system 1) of the present technology illustrated i FIG.
1 1s applied to a conveyor belt 6 of an actual conveyor belt
line. As illustrated in FIG. 2, the conveyor belt 6 to be
monitored 1s configured by a core layer 7 made of canvas or
steel cords, and an upper cover rubber 8 and a lower cover
rubber 9 that sandwich the core layer 7 therebetween. The
core layer 7 1s a member that bears a tension that causes the
conveyor belt 6 to be stretched. The conveyor belt 6 is
turther configured by adding other necessary members as
appropriate.

The conveyor belt 6 1s mounted between a driving pulley
10a and a driven pulley 105 and stretched therebetween at
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a predetermined tension. Between the driving pulley 10a
and the driven pulley 105, the conveyor belt 6 1s supported
by support rollers 11 arranged at appropriate intervals 1n the
belt longitudinal direction.

The lower cover rubber 9 i1s supported by the support
rollers 11 on a carrier side of the conveyor belt 6, and the
upper cover rubber 8 1s supported by the support rollers 11
on a return side. Three of the support rollers 11 are arranged
on the carrier side of the conveyor belt 6 in the belt width
direction, and the conveyor belt 6 1s supported 1n a recessed
shape having a predetermined trough angle by these support
rollers 11.

The driving pulley 10q 1s driven to rotate by a drive motor.
A take-up mechanism 12 causes the driven pulley 106 to
move and causes the tension to act on the conveyor belt 6
(core layer 7) by changing the distance between the driving
pulley 10aq and the driven pulley 1054.

End portions of the core layer 7 in the longitudinal
direction are joined such that the conveyor belt 6 has an
appropriate length. Therefore, 1n the conveyor belt 6, a
portion 1illustrated 1 FIG. 3 1n which the core layer 7 1s
joined 1n the longitudinal direction (an endless part 6 A), and
a non-endless part 6B 1illustrated in FIG. 4 are present
adjacent to each other. In this conveyor belt 6, the core layer
7 1s formed by a plurality of steel cords 7a that are arranged
side by side in the belt width direction. In the endless part
6A, the steel cords 7a extending from the non-endless parts
6B that face each other 1n the belt longitudinal direction are
alternately inserted between the adjacent steel cords 7a 1n
the width direction.

When the core layer 7 1s formed of canvas, a known
structure 1s adopted in the endless part 6 A, in which the
canvas extending from the non-endless parts 6B, which face
cach other in the belt longitudinal direction, 1s joined so as
to form a stepped shape, for example. In the non-endless
parts 6B, the core layer 7 1s continuously formed without
any joint, but the endless part 6 A forms a joint of the core
layer 7. Thus, diflerences arise between the endless part 6 A
and the non-endless parts 6B, in terms of the elongation of
the conveyor belt 6 (core layer 7) and the tension acting on
the core layer 7.

This system 1 1s provided with an elongation detection
mechanism 2 that detects the elongation of the conveyor belt
6, a tension detection mechanism 3 that detects the tension
acting on the core layer 7, and a control unit 4 into which
data obtained by the elongation detection mechanism 2 and
the tension detection mechanism 3 are successively input.
Data relating to a tolerance range for the elongation of the
conveyor belt 6 and a tolerance range for the tension that can
be borne by the core layer 7 are input into the control umit
4 1n advance. Warning means 3, the operation of which 1is
controlled by the control unit 4, 1s further provided 1n this
embodiment. Examples of the warning means 3 include a
warning lamp, a warning device, and the like.

The elongation detection mechanism 2 1s provided with
sensor units 2a that are disposed 1n proximity to the con-
veyor belt 6 and chips 25 that are installed in the conveyor
belt 6. The chips 25 are embedded 1n the endless part 6 A and
the non-endless part 6B of the conveyor belt 6, for example.
The sensor units 2a are arranged so as to face positions
passed by the chips 25 when the conveyor belt 6 1s running.
In this embodiment, the sensor units 2a are disposed 1n
proximity to the surface of the upper cover rubber 8 on the
return side of the conveyor belt 6.

Further, in this embodiment, the chips 26 are installed in
the endless part 6 A and the non-endless part 6B 1n a plurality
of positions at intervals 1n the belt width direction, and 1n a
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plurality of positions at itervals in the belt longitudinal
direction. The sensor units 2a are provided 1n a plurality of
positions at itervals in the belt width direction, and 1n a
plurality of positions at intervals in the belt longitudinal
direction. Detection data from the sensor units 2a are mput
into the control unit 4. The sensor units 2a and the control
unit 4 are connected with each other via a wired or wireless
connection.

Note that the arrangement position of each of the chips 25
in the conveyor belt 6 i1s input into the control unit 4 1n
advance. Further, the running speed of the conveyor belt 6
1s successively iput 1nto the control unit 4.

The tension detection mechanism 3 includes a sensor unit
3a that detects a power consumption of the drive motor that
drives the driving pulley 10aq to rotate, and a calculation unit
3b that calculates the tension acting on the core layer 7 on
the basis of the detected power consumption. A relationship
between the power consumption of the drive motor, which
1s calculated on the basis of empirical data and the like, and
the tension acting on the core layer 7 1s input into the
calculation unit 35 in advance. Thus, when the power
consumption of the drive motor 1s input into the calculation
unit 35, the tension acting on the core layer 7 at that time can
be successively calculated. The calculation data from the
calculation unit 35 are input into the control unit 4. The
calculation unit 36 and the control unit 4 are connected with
cach other via a wired or wireless connection.

Next, a method of monitoring the presence and absence of
an abnormality of the conveyor belt 6 using the system 1 will
be described.

In an actual conveyor belt line, an object to be conveyed
1s fed onto the surface of the upper cover rubber 8 by a
hopper and the like, while the conveyor belt 6 is running.
While the conveyor belt 6 1s running, the sensor units 2a
respectively detect the chips 26 passing by. The runming
speed of the conveyor belt 6 and the arrangement positions
of the chips 26 1n the conveyor belt 6 are already known.
Thus, on the basis of the detection data of the sensor units
2a, the elongation of the conveyor belt 6 (core layer 7) can
be successively detected at a time at which a section between
the chips 25 that are adjacent to each other in the longitu-
dinal direction passes the sensor unit 2¢ that makes the
detection.

Further, the sensor unit 3a of the tension detection mecha-
nism 3 successively detects the power consumption required
to rotate the driving pulley 10q, and the calculation unit 356
successively calculates the tension acting on the core layer
7. According to this type of configuration in which the
tension acting on the core layer 7 1s successively detected on
the basis of the power consumption required for the runming
of the conveyor belt 6, the tension can be detected 1n a
relatively simple manner.

The tension acting on the core layer 7 can also be detected
by another method. For example, a take-up mechanism 12
can be configured, and the tension can be detected on the
basis of an axial force (a force acting 1n the lateral direction
in FIG. 1) that acts on a shatt that causes the driven pulley
1056 to move 1n the belt longitudinal direction (1n the lateral
direction 1n FIG. 1). This tension can be detected by one
method or a plurality of different methods.

As described above, by using the elongation detection
mechanism 2 and the tension detection mechanism 3, time-
dependent data S1 of the elongation of the conveyor belt 6
and time-dependent data S2 of the tension acting on the core
layer 7 can be obtained, as illustrated in FIG. 5. On the basis
of these data S1 and S2, the control unit 4 detects whether
or not there 1s any sign of an occurrence of a failure, such
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as rupture, 1 the conveyor belt 6. Specifically, when both
the data S1 and S2 are within the respective tolerance ranges
set 1n advance, the control unit 4 determines that there 1s no
sign of failure. On the other hand, when at least one of the
data S1 and S2 are outside the tolerance ranges set 1n
advance, the control umt 4 determines that there 1s a sign of
tallure. When 1t 1s determined that there 1s a sign of failure,
the warning means 3 1s caused to operate in order to inform
an operator, a supervisor and the like of the fact that there 1s
a risk of failure occurring.

As well as a configuration in which both the data S1 and
S2 are compared with the respective tolerance ranges,
another configuration can be adopted 1n which 1t 1s deter-
mined that there 1s a sign of faillure when a significant
change occurs, within a short period of time, 1n one of the
data S1 and S2, without making a comparison with the
tolerance range.

In this way, mn the present technology, the obtained
clongation data S1 and tension data S2 are utilized by
successively detecting the tension acting on the core layer 7
as well as the elongation of the conveyor belt 6 that is
running. Therefore, compared with a conventional technol-
ogy that uses only the elongation data S1, this configuration
1s advantageous 1n terms of accurately detecting signs of the
occurrence of failure, such as rupture, 1n the conveyor belt
6. At that time, since a section i which the elongation 1s
larger than that of other sections can also be identified, a
section 1n which a failure 1s likely to occur can also be
ascertained. As a result, a failure can be promptly ispected
or repaired, for example.

If the conveyor belt 6 1s ruptured 1n a state 1n which a large
amount of an object to be conveyed C i1s loaded on the
conveyor belt 6, a large number of human-hours are required
to deal with the object to be conveyed C that has fallen, and
to repair or replace the conveyor belt 6. However, 1t the
section 1n which a failure 1s likely to occur can be ascer-
tained 1n advance using the present technology, the conveyor
belt 6 can be repaired or replaced after taking a measure such
as reducing the amount of the object to be conveyed C on the
conveyor belt 6, for example. Thus, a person skilled in the
art can minimize damage without sustaining significant
losses.

In this embodiment, the elongation detection mechanism
2 detects the elongation at the plurality of positions arranged
in the width direction of the conveyor belt 6 at predeter-
mined intervals. Thus, any abnormal clongation that 1s
unevenly distributed in the width direction of the conveyor
belt 6 can be detected. As a result, signs of the rupture or the
like of the conveyor belt 6 can be even more accurately
detected. It 1s preferable that the chips 26 be arranged over
the entire width in the width direction of the conveyor belt
6 at a predetermined pitch. For example, three or more of the
chups 2b are arranged 1n the width direction of the conveyor
belt 6 at equal intervals.

As 1llustrated i FIG. 2, since the conveyor belt 6 runs
while bending 1n a trough-like shape, the elongation of the
conveyor belt 6 and the tension acting on the core layer 7
significantly vary depending on the position in the belt width
direction. Further, the occurrence of the rupture or the like
of the conveyor belt 6 (core layer 7) originates from the
weakest section. Thus, arranging the chips 256 at a central
portion (a tlat portion in FIG. 2) and at end portions (inclined
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portions 1n FIG. 2) of the conveyor belt 6 in the width
direction and detecting the elongation, as in this embodi-
ment, 1s extremely effective 1 terms of accurately detecting
the signs of rupture or the like in the conveyor belt 6.

Further, in this embodiment, the elongation detection
mechanism 2 detects the elongation at the plurality of
positions that are arranged in the longitudinal direction of
the conveyor belt 6 at the predetermined intervals. Thus, an
abnormal elongation that 1s unevenly distributed i1n the
longitudinal direction of the conveyor belt 6 can be detected.
As a result, the signs of rupture or the like of the conveyor
belt 6 can be even more accurately detected. It 1s preferable
that the chips 256 be arranged over the entire length in the
longitudinal direction of the conveyor belt 6 at the prede-
termined pitch, and that the elongation be detected at the
sections ol equal length over the entire length.

In this embodiment, the elongation of the endless part 6 A
and the non-endless part 6B of the conveyor belt 6 (core
layer 7) are detected. Thus, the longitudinal-direction shait
amount of the steel cords 7a 1n the endless part 6 A and the
clongation of the non-endless part 6B can be more easily
distinguished and ascertained. For example, when the elon-
gation of the endless part 6 A has significantly increased even
though the elongation of the non-endless part 6B has not
increased, 1t can be determined that there 1s a possibility that
a significant longitudinal-direction displacement of the steel
cords 7a 1n the endless part 6 A, namely so-called “pulling
out” from the endless part 6 A, has occurred. This 1s advan-
tageous 1n terms of accurately detecting the signs of rupture
or the like 1n the conveyor belt 6.

The mnvention claimed 1s:

1. A conveyor belt monitoring system, comprising:

an elongation detection mechanism configured to succes-
sively detect elongation of a conveyor belt while the
conveyor belt 1s running;;

a tension detection mechanism configured to successively
detect tension acting on a core layer forming the
conveyor belt; and

a control unit into which data obtained from the elonga-
tion detection mechanism and the tension detection
mechanism are mnput,

the control unit being further configured to monitor a
presence and absence of an abnormality of the con-
veyor belt on the basis of the mput data;

wherein detecting the elongation of the conveyor belt
comprises separately detecting elongation of an endless
part of the core layer and elongation of a non-endless
part of the core layer,

a portion 1 which the core layer i1s joined in the longi-
tudinal direction being the endless part, the non-endless
part being present adjacent to both sides 1n the longi-
tudinal direction of the endless part, and the core layer
in the non-endless part being continuously formed
without any joint.

2. The conveyor belt monitoring system according to

claim 1, wherein

the tension detection mechanism 1s further configured to
successively detect the tension acting on the core layer
on the basis of power consumption of the running
conveyor belt.
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